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1.0 PURPOSE

ThisJohn C. Stennis Space Center (SS@ndard (SSTD) provides for a qualified American

Society of Mechanical Engineers (ASME) weld procedure of Gas Tungsten Arc Welding

(GTAW) of carbon steel p ialptleickreess ugng axgoreas& or 0. 1 8
backing gas.

2.0 APPLICABILITY

This SSTDis valid for welding of all carbon steel pipe or plate that will be used in, but not
limited to, nitrogen, helium, air, and hydrogsgrvice This SSTD applie® all contractor and
sulzontractor personnel involved with the welding of carbon steel pipe.

3.0 REFERENCED AND APPLICABLE DOCUMENTS
Applicable documents shall be the latest version unless otherwise specified.

ASME Boiler and Pressure Vessel Codes, Sectiogfi&lding, Brazing, ash Fusing
Qualifications

SPR 1440.1SSC Records Management Program Requirements

SPR 8715.1SSC Safety and HealBrogramRequirements

SSTD80700005CONFIG, Preparation, Review, Approval and Release of SSC Standards

SSTD80700013WELD, Classes of Weldinmspection

SSTD80700014WELD, Qualifying Welders and Welding Procedures

4.0 RESPONSIBILITIES

Responsibilities for the use and control of this SSTD and for the review and approval of
revisions or cancellation of this SSTD shall be as specified in S®IM0005CONFIG and
the applicable documents referenced therein.

5.0 REQUIREMENTS AND PROCEDURES

a. All procedures shall be performed in compliance with applicable requirements in SPR
8715.1. If ever there is a conflict between this SSTD and the SPR, the SBR take
precedence.

b. Items denoted as essential variables in the attagbkbprocedure specificatiofe/PS

shall not be altered when using the WRS dternate WPS may be used only if

approved prioto use by the NASA SSC Center Operatibasilities Engineeng Test
Complex Supportthe NASA SSC Engineering afi@stDirectorate, the NASA SSC
Safety and Mission Assuran€fice, and in accordance with ASME Boiler and Pressure
Vessel Codes, Section IX, requirements.
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C. The attached Procedure Qualification Req#t@R), NASA 3061, is fromthe original
WPS in this SSTD. When performing a new welder performance qualification (WPQ) or
a new WPS, these documents shall be completed showing all pertinent data and results of
the approved weld PQR.

d. Welders shall be quéiled in accordance with SSTB070G0014WELD.

e. Inspection methods for welds shall be in accordance S$&hRD8070-:0013WELD.

f. Quialification tests shall be performed on test coupons welded with argon as the backing
gases.

6.0 RECORDS AND FORMS

a. Records requirk by the procedures of this SSTD shall be maintained in accordathce wi
SPR 1440.1 and as specified in this SSTD.

b. All records and forms are the latest version unless otherwise indicated.

C. Forms may be obtained from the SSC Electronic Forms repositingnoithe NASA
SSC Forms Management OfficeQuality Records are identified in the SSC Master
Records Index.

d. The original, signed WP8ndPQR(copies of which are provided in Attachment A of
this SSTD) and the accompanying Certificate(s) of Analysislaadin test documents
shall be maintained i@entral Engineering FileCEP.

7.0 ACRONYMS & ABBREVIATIONS

ASME American Society of Mechanical Engineers

CEF Central Engineering Files

GTAW Gas TungsteArc Weld

0 Inch

NASA National Aeronautics and Spa&dministration

POR Procedure Qualification Record

SPR John C. Stennis Space Center Procedural Requirement

SSC John C. Stennis Space Center

SSTD John C. Stennis Space Center Standard

WPQ Welder Procedure Qualification

WPS Weld Procedure Specificatisn
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8.0 ATTACHMENTS
8.1 Welding Procedure Specification

]

§SC-937 (05/2018)

T e ASME - WELDING PROCEDURE SPECIFICATIONS (WPS)
John C. Stennis Space Center
Stennis Space Center, MS 39529-6000
Welding Procedure Specification Record Number Date Revision Number
SSTD-8070-0015-WELD September 23, 2020 3
Qualified To Company Name
ASME Boiler and Pressure Vessel Code Syncom Space Services (S3)
Supporting PQR(s) Reference Docs.
SSTD-8070-0015-WELD (A) SSTD-8700-0015-WELD
Scope Joint
GTAW for Carbon Steel Single V Groove, Double V Groove
BASE METALS THICKNESS RANGE QUALIFIED
Type Carbon Steel P-no. P-1  Gm-no. lor2 . L o L L
Welded To Carbon Steel Peio, P Grp-no, lor2 Complete Pen.  0.1875" 1.50" N/A N/A
e o — |Complete Pen.
Backing Not Permitted P-no. ____ Grmp-no. Impact Tested
Retainers Impact Tested
Notes Fillet Welds All N/A N/A
DIAMETER RANGE QUALIFIED
Min. Max. mr}f\‘I o PWHTM“
Nominal Pipe Size All N/A N/A
FILLER METALS THICKNESS RANGE QUALIFIED
Process SFA  Classification  F-no. A-no, Chemical Analysis or Trade Name As-welded With PWHT
Min, Max. Min, Max.
GTAW 518 ER7082 6 1 0.1875" 1.50" N/A N/A
Cons. Insert ___ __NA -
Fiunx . N/A o
WELDING PROCEDURE
‘Welding Process GTAW
Type Manual
Minimum preheat/interpass temperature (°F) 50°F Min. (See Note A.)
Maximum interpass temperature ¢F) 300°F Max.
Tungsten Size 1/16" - 1/8"
Tungsten Type 2% Thorlated (See Note B.)
Filler Metal Size (in.) 1/16" - 5/32"
Layer Number 1-Cap
Position of Groove ALL
Weld Progression NIA
Cument/Polarity DCEN
Amperes 100 - 220
Volts 8-25
 Travel Speed (in./imin) 2-8ipm
Maximum Heat Input (kjin)
DC Pulsing Cument
Shielding:  Gas Type Argon 2 99.9% (See Note C.)
Flow Rate (cfh) 10 - 60 CFH
Traling:  Gas Type - N/A
Flow Rate (cf) N/A
Backing: Gas Type Argon 2 99.9% (See Note D.)
Flow Rate (cfh) 10 - 60 CFH
String or Weave String or Weave
Orifice/Gas Cup Size 1/4" - 3/4"
MultiSingle Pass per Side Muitiple
Weld Deposit Chemistry
Notes See Notes E.
Page 1 o5
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National Aeronautics and

Space Administration
John C. Stennis Space Center
Stennis Space Center, MS 39529-6000

ASME - WELDING PROCEDURE SPECIFICATIONS (WPS)

Welding Procedure Specification Record Number Date Revision Number
SSTD-8070-0015-WELD September 23, 2020 3
Qualified To Company Name
ASME Boiler and Pressure Vessel Code Syncom Space Services (S3)

BASE METALS

Peening Not allowed.

Surface Preparation See Notes F.

Initial/interpass Cleaning  Brushing or grinding

Back Gouging Method N/A

POSTWELD HEAT TREATMENT

Temperature None

Time and Temperature None

Other None

NOTES

A. Preheat maintenance as needed.

B. Tungsten should maintain to a pencil point.

C. High flow of shielding gas flow over molten puddle is required to eliminate nitrogen absorption from atmosphere,

D. Minimum 10 minutes of back purge prior to welding.

E. Contact Tube to Work Distance: 3/4" max

F. Remove all contamination and water from surface. Clean weld and adjacent base metal using steel brushes or grinding.

Signature 1 Signature 2

Engineer Name Signature Quality Name Signature )

George Smith :/ 7 YJ " é? Richard Ladner : M /‘% CL

Date K Date / A e
09/23/2020 ; 09/23/2020

Signature 3 Signature 4

Customer Reviewer Name Signature Customer Name Signature

Benjamin McGrath

Date Date

09/23/2020 M&L,

5S5C-037 (06/2019)

J
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